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DIVIDING MOUNTING AREA INTO 
A PLURALITY OF BLOCKS 



DETERMINING SEQUENCE OF BLOCKS 



(54) Method of sequentially mounting a number of components and apparatus therefor 



(57) A method of sequentially mounting a number of 
components on mounting points on a printed circuit 
board includes a processing for dividing a mounting ar- 
ea (A) on the circuit board (16) into a plurality of blocks 

(B) . In the processing, the mounting area (A) is divided 
into a plurality of sub-areas (C). The adjacent sub-areas 

(C) are merged together depending upon the number of 
mounting points (P) contained in each sub-area (C) so 
that the mounting area (A) is divided into the blocks (B) 
each of which contains twenty-five mounting points (P). 
Subsequently, a sequence of the blocks (B) is deter- 
mined so that the sum of distances between the adja- 
cent blocks (B) is rendered as small as possible. Finally 
a mounting sequence of the components (15) on the 
mounting points (P) in each block (B) is determined. In 
the determination of the mounting sequence in each 
block (B), the length of a route obtained by connecting 
the mounting points (P) in series to one another serves 
as a performance function with respect to a permutation 
of the mounting points (P). The permutation rendering 
the performance function as small as possible is ob- 
tained by a probabilistic optimization method. The dis- 
tance between the mounting points (P) is parameter- 
ized. 
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Description 

This invention relates to an apparatus for automat- 
ically nnounting components such as electronic compo- 
nents on an object such as printed circuit boards, and 
more particularly to such a mounting apparatus wherein 
each of mounting heads holding the component is rela- 
tively moved between the apparatus and each of mount- 
ing points on the circuit board so that a number of com- 
ponents are mounted on the mounting points on the cir- 
cuit board in a predetermined sequence. 

A component mounting apparatus has been devel- 
oped for automatically mounting components such as 
electronic components on objects such as printed circuit 
boards. The component mounting apparatus comprises 
a plurality of mounting heads each obtaining and carry- 
ing electronic components. Each mounting head is 
moved relative to a number of mounting points on a cir- 
cuit board so that the predetermined components are 
sequentially mounted on the mounting points. A se- 
quence of the mounting of the components on the 
number of mounting points is desirably determined so 
that a mounting period of time or a mounting route or a 
distance of the relative movement of the mounting head 
is rendered shortest. This sequence will be referred to 
as "mounting sequence." 

The determination of the mounting sequence for 
provision of the shortest distance of movement of the 
mounting head may be treated as optimization of com- 
bination. In the optimization of combination, a perform- 
ance function f is defined with respect to each of mem- 
bers or elements e-,, e2, e^, and e^ of a set S. An 
optimum element e^p^ is obtained from the set S so that 
the value of the performance function f is rendered op- 
timum under a predetermined condition given to the set 
S. 

FIG. 11 illustrates one of prior art methods of deter- 
mining the mounting sequence of the components. Five 
components 2 are to be sequentially mounted on five 
mounting points P-, to P5 on a circuit board 1 respective- 
ly. With respect to one element of a set which is one 
permutation where the components are mounted in the 
sequence of P-, , P2, P3, P4, and P5, a performance func- 
tion f for obtainment of the total distance of movement 
required of the mounting head for the mounting of the 
components is defined as L-,+L2+L3+L4 where L-, is a 
distance between the mounting points P-, and P2, L2 is 
a distance between the mounting points P2 and P3, L3 
is a distance between the mounting points P3 and P4, 
and L4 is a distance between the mounting points P4 
and P5. 

The performance function f is obtained with respect 
to each element of the set S in the manner as described 
above. The optimum element e^^^ which is a sequence 
providing the shortest distance of movement is obtained 
so that the value of the performance function f is ren- 
dered minimum. However, the set S whose elements 
are equal to the number of permutations of all the mount- 



ing points, that is, a factorial of the number of all the 
mounting points. Accordingly, even when the compo- 
nents are mounted on only ten mounting points, the 
number of the mounting sequences reaches ten facto- 

5 rial or 3,628,800. The obtainment of all the performance 
functions f of these combinations results in an enor- 
mously large quantity of calculation. Actually, however, 
a probabilistic optimization is employed. 

The probabilistic optimization is employed to obtain 

10 an approximate solution with high probability of approx- 
imation to the precise solution when the quantity of cal- 
culation becomes enormously large. The calculation 
can be interrupted when the probability of approximation 
to the precise solution has been rendered sufficiently 

15 high. Consequently, the quantity of calculation can be 
reduced. With employment of the above-described ap- 
proximate solution, the mounting sequence of the com- 
ponents can be determined so that the distance of rel- 
ative movement of each mounting head can be ren- 

20 dered sufficiently short though it is not the shortest strict- 
ly. 

In recent years, however, the electronic compo- 
nents have been miniaturized or densified. For example, 
there is a case where about 300 components are mount- 

25 ed on a single circuit board. In such a case, a quantity 
of calculation is geometrically increased with the in- 
crease in the number of mounting points or components 
even when the approximate solution is employed. Con- 
sequently, a calculation period of time is even increased 

30 for determination of the mounting sequence of the com- 
ponents which can sufficiently shorten the mounting pe- 
riod. For example, about 30 minutes are required for the 
calculation when 300 components are to be mounted. 
A new method has been desired which can shorten the 

35 calculation period. 

Therefore, an object of the present invention is to 
provide a method of sequentially mounting a number of 
components in which a component mounting period can 
be sufficiently shortened and an apparatus therefor. 

40 Another object of the present invention is to provide 
a method of sequentially mounting a number of compo- 
nents in which a calculating period required for an opti- 
mum mounting order can be shortened and an appara- 
tus therefor. 

45 In one aspect, the present invention provides an ap- 
paratus for sequentially mounting a number of compo- 
nents which comprises a mounting head movable rela- 
tive to an object having thereon a plurality of mounting 
points and control means for controlling the mounting 

50 head so that the same repeatedly carries the component 
to the mounting point to mount the component thereon, 
characterized in that the control means comprises first 
means for controlling the relative movement of the 
mounting head so that the components are sequentially 

55 mounted on the mounting points of each of a plurality of 
blocks from one block to another, which blocks being 
obtained by dividing an area of the object having the plu- 
rality of mounting points thereon, and second means for 
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controlling the mounting head so that the components 
are mounted on the mounting points in a predetermined 
sequence of the blocks which is determined so that the 
sum of distances of the relative movement of the mount- 
ing head between each block and one of the blocks ad- 
jacent thereto is rendered minimum. 

According to the present invention, the mounting of 
the components is carried out in each of the blocks. Ac- 
cordingly, calculation is executed for determination of a 
suitable mounting sequence of the components in each 
block. Since the division of the area of the object into 
the blocks reduces the number of members or elements 
of a set in the mounting sequence, the calculation period 
of time required for determination of the mounting se- 
quence providing the shortening of the mounting period 
of time can be reduced. Furthermore, the sequence of 
the blocks is determined so that the sum of distances of 
the relative movement of the mounting head between 
each block and one of the blocks adjacent thereto is ren- 
dered minimum. Accordingly, the distance of relative 
movement of the mounting head is rendered shortest 
when the mounting head is moved from one block to a 
subsequent one after completion of the mounting of the 
components in said one block. Consequently the entire 
period of time required for the mounting of the compo- 
nents can be reduced. 

In a preferred embodiment, the blocks include one 
or more blocks each of which is formed by dividing the 
area of the object containing the mounting points into 
sub-areas and thereafter merging one or more adjacent 
sub-areas with one sub-area depending upon the 
number of mounting points contained in each sub-area. 

In another preferred embodiment, the number of 
mounting points contained in each block is previously 
determined in view of a calculation period of time re- 
quired for determination of a mounting sequence of the 
components on the mounting points in each block. 

A large quantity of calculation is required for deter- 
mination of the suitable mounting sequence of the com- 
ponents on the mounting points in each block when the 
number of mounting points contained in each block is 
excessively large. On the other hand, the calculation pe- 
riod of time is increased when the number of blocks is 
increased in the case where the number of mounting 
points contained in each block is excessively small. The 
calculation time period for determination of the suitable 
mounting sequence can be reduced together with the 
suitable number of blocks which is neither large nor 
small when the number of mounting points contained in 
each block is previously determined in view of the cal- 
culation time period for determination of the mounting 
sequence in each block, as is described above. 

In further another preferred embodiment, the 
mounting sequence of the components on the mounting 
points in each block is obtained in turn by parameteriz- 
ing a distance between each mounting point and a 
mounting point adjacent thereto, by employing the sum 
of the parameters as a performance function, and by de- 



termining the mounting sequence by a probabilistic op- 
timization method so that the value of the performance 
function is rendered as small as possible. Since the dis- 
tance between the mounting points is parameterized, 
5 the numeric values to be processed can be simplified. 
This, together with use of the probabilistic optimization, 
provides efficient calculation for determination of the 
mounting sequence which can sufficiently shorten the 
mounting period of time. 

In another aspect, the present invention provides a 
method of sequentially mounting a number of compo- 
nents wherein a mounting head is provided to be moved 
relative to an object having thereon a plurality of mount- 
ing points, the mounting head repeatedly carrying the 
component to the mounting point to mount the compo- 
nent thereon, characterized by the step of controlling the 
relative movement of the mounting head so that the 
components are sequentially mounted on the mounting 
points of each of a plurality of blocks from one block to 
another, which blocks being obtained by dividing an ar- 
ea of the object having the plurality of mounting points 
thereon, wherein the mounting head is controlled so that 
the components are mounted on the mounting points in 
a predetermined sequence of the blocks which is deter- 
mined so that the sum of distances of the relative move- 
ment of the mounting head between each block and one 
of the blocks adjacent thereto is rendered minimum. 

In the above-described method, the blocks prefer- 
ably include one or more blocks each of which is formed 
by dividing the area of the object containing the mount- 
ing points into sub-areas and thereafter merging one or 
more adjacent sub-areas with one sub-area depending 
upon the number of mounting points contained in each 
sub-area. Furthermore, it is preferred that the number 
of mounting points contained in each block is previously 
determined in view of a calculation period of time re- 
quired for determination of a mounting sequence of the 
components on the mounting points in each block. Ad- 
ditionally, the mounting sequence of the components on 
the mounting points in each block is preferably obtained 
in turn by parameterizing a distance between each 
mounting point and a mounting point adjacent thereto, 
by employing the sum of the parameters as a perform- 
ance function, and by determining the mounting se- 
quence by a probabilistic optimization method so that 
the value of the performance function is rendered as 
small as possible. 

The invention will be described, merely by way of 
example, with reference to the accompanying drawings, 
in which: 

FIG. 1 is a flowchart explaining the procedure for 
determining a mounting sequence of components 
in one embodiment in accordance with the present 
invention; 

FIG. 2 is a flowchart explaining in detail the process- 
ing in step SI in the flowchart of FIG. 1 ; 
FIGS. 3A to 3F are views explaining a manner of 
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dividing a mounting area into blocks; 
FIG. 4 is a graph showing the relationship between 
the number of mounting points and a calculation pe- 
riod of time required per mounting point in the ob- 
tainment of the mounting sequence; 
FIG. 5 is a view showing the distance between the 
blocks on the mounting area; 
FIGS. 6A to 6D are views explaining a manner of 
determining an initial block and a final block in the 
mounting sequence; 

FIGS. 7A to 7C are views showing an example of 
determination of the initial and the final blocks in the 

mounting sequence; 

FIG. 8 is a view explaining parameterization of dis- 
tances among the mounting points; 
FIGS. 9A and 9B are views showing an example of 
determination of the mounting sequence on the ba- 
sis of the parameters; 

FIG. 1 0 is a plan view of a component mounting ap- 
paratus carrying out the method of the embodiment 
in accordance with the present invention; and 
FIG. 11 is a view explaining a prior art manner of 
determining the mounting sequence. 

One embodiment of the present invention will be de- 
scribed with reference to FIGS. 1 to 10. The invention 
is applied to a component mounting apparatus of the 
continuous rotation cycloid curve movement type. First, 
the construction of the apparatus will be described. Re- 
ferring to FIG. 10, the component mounting apparatus 
is shown. Since the apparatus is described in detail in 
U.S. Patent No. 5,307,558 transferred to the applicants 
of the present application, its construction will be briefly 
described hereinafter. The apparatus comprises a main 
body 1 1 having a base 1 2. A rotating drum 1 3 is provided 
in a central portion of the base 1 2 for rotation in the hor- 
izontal direction about a shaft 1 3a. The rotating drum 1 3 
is adapted to be continuously rotated clockwise via a 
reduction gear mechanism by a drive motor (neither of 
them shown) provided on the base 12. 

A plurality of mounting heads 1 4 (twelve in the em- 
bodiment) are mounted on the outer circumference of 
the rotating drum 1 3 so as to be arranged circumferen- 
tially at equal intervals. Some of the mounting heads 1 4 
are shown in FIG. 10. Each mounting head 14 includes 
a suction nozzle mounted on the lower end thereof for 
sucking and then carrying an electronic component 15 
to mount the same onto a circuit board 16 such as a 
printed circuit board serving as an object on which the 
components are to be mounted. Each mounting head 
14 is adapted to be turned counterclockwise about a 
shaft extending radially of the rotating drum 1 3 with the 
suction nozzle being directed downward. Accordingly, 
with rotation of the rotating drum 13 and turn of the 
mounting head 1 4, each suction nozzle carries out a cy- 
cloid curve movement having on the circumference of 
the rotating drum 1 3 a plurality of bottom dead points at 
each of which the rotational speed of the rotating drum 



13 and the turning speed of the mounting head 14 are 
denied by each other such that the ground speeds of 
the suction nozzle in the horizontal and vertical direc- 
tions with respect to the base 12 become zero. Each 

5 suction nozzle is connected to a pressure control mech- 
anism (not shown) for switching between the positive 
and negative pressure conditions. 

A feed station 17 is provided at the rear side of the 
base 12 to be disposed along the outer circumference 

10 of the rotating drum 1 3. The feed station 1 7 supplies the 
electronic components 15 to the mounting heads 14. A 
mounting station 18 is provided in front of the rotating 
drum 1 3 on the base 1 2. The components 1 5 are mount- 
ed onto the circuit board 16 at the mounting station 18. 

15 The feed station 1 7 includes an arc-shaped feed ta- 
ble 1 7a and a plurality of component feeders 1 9 (a part 
of them shown) such as tape feeders detachably mount- 
ed thereon. Each component feeder 1 9 holds a number 
of components 1 5 and feeds them one by one to a com- 

20 ponent supply point at the fonward end thereof. The 
component supply point of each component feeder 19 
is adapted to correspond to one of suction points R or 
one of a plurality of bottom dead points of the mounting 
heads 14. 

25 The mounting station 1 8 includes an X-Y table 20 
on which the circuit board 16 is to be placed. The X-Y 
table 20 is movable horizontally that is, in the X-axis 
and Y-axis directions. The mounting station 18 further 
includes a feed-in conveyor 21 disposed on the right of 

30 the X-Y table 20 for conveying the circuit board 1 6 there- 
to and a take-out conveyor 22 disposed on the left of the 
X-Y table 20 for conveying the circuit board 16 there- 
from. The X-Y table 20 moves the circuit board 16 on 
the basis of the X-Y coordinate system peculiar to the 

35 apparatus so that each of predetermined mounting 
points P (see FIG. 5) on the circuit board 1 6 corresponds 
to a mounting point Q of the mounting head 14 or the 
bottom dead point located in the front of the apparatus. 
A control device 23 comprising a microcomputer is 

40 provided at the front portion of the base 1 2 for controlling 
the above-described mechanisms. In a control manner 
of the control device 23, each mounting head 1 4 obtains 
the predetermined components 15 at the feed station 
1 7 and then carries the components 1 5 to the predeter- 

45 mined mounting points P on the circuit board 16 to 
mount them on the mounting points P in accordance 
with a mounting program containing data of a mounting 
sequence of the components which will be described lat- 
er. The apparatus is arranged to automatically repeat 

50 the above-described mounting work. 

A computer 24 of the work station class is connect- 
ed via a high-speed network such as LAN to the control 
device 23 in the embodiment. Data of position coordi- 
nates of all the mounting points P on the circuit board 

55 1 6 and types of the components to be mounted is input 
to the computer 24. Based on the data, the computer 24 
determines the mounting sequence of the components 
to compose the mounting program. In the determination 
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of the mounting sequence of the connponents, the com- 
puter 24 divides an area of the circuit board 1 6 contain- 
ing a plurality of mounting points P dispersed thereon 
into a plurality of blocks according to an installed soft- 
ware. A sequence of the blocks with respect to the 
mounting of the components is determined so that the 
distance or period of movement of the X-Y table 20 or 
the circuit board 16 placed thereon is rendered as short 
as possible. Then, a mounting sequence of the compo- 
nents in each block is determined so that the distance 
or period of movement of the circuit board 1 6 is rendered 
as short as possible, whereupon the mounting se- 
quence of the components to be mounted onto all the 
mounting points P is determined. 

The above-described manner of determining the 
mounting sequence of the components by means of the 
computer 24 will be described in detail with reference to 
FIGS. 1 to 9. Referring to the flowchart of FIG. 1 showing 
the procedure of determination, a mounting area A (see 
FIG. 3A) of the circuit board 16 containing a plurality of 
mounting points P is divided into a plurality of blocks B 
(see FIG. 3F) at step S1 . FIG. 2 shows the processing 
at step SI in more detail. In FIG. 2, the mounting area 
A is divided into sub-areas G. In the embodiment, at step 
811, the mounting area A is partitioned by evenly 
spaced horizontal and vertical imaginary lines D ar- 
ranged in the form of a lattice so that a number of sub- 
areas 0 are defined as shown in FIG. 3B. The number 
of mounting points P contained in each sub-area 0 is 
counted at step 812. FIG. 30 shows the results of the 
count executed at step SI 2. The numeral in each mesh 
designates the number of the mounting points P con- 
tained in the corresponding sub-area 0. 

One or more adjacent sub-areas 0 are merged with 
one sub-area 0 depending upon the number of mount- 
ing points P contained therein such that the blocks B are 
formed, at step 813. In the embodiment, the merger is 
carried out in such an algorithm that one or more sub- 
areas C containing the least number of mounting points 
P (except for zero) are merged with one sub-area C ad- 
jacent thereto so that a new block B is formed. In the 
example of FIG. 3D, the sub-area C-, contains only one 
mounting point P-,, and the upper sub-area C2 contains 
the mounting point P that is nearest to the mounting 
point P-, in the sub-area C-,. Consequently, the sub-area 
G-, is merged with the sub-area G2 such that a new block 
as shown in FIG. 3E is formed. The new area contains 
four mounting points P. 

The mean value of the numbers of mounting points 
P in the respective divided areas or blocks is obtained 
at step 814. The computer 24 determines at step 815 
whether the obtained mean value is at or above a refer- 
ence value (25 in the embodiment). Determining in the 
negative at step 815, the computer 24 returns to step 
83 to repeat the merger of areas. The computer com- 
pletes the processing for division of the mounting area 
into the blocks B when the mean value of the numbers 
of mounting points P in the blocks is at or above the 



reference value. FIG. 3F shows the condition where the 
division has been completed. 

The above-mentioned reference value is deter- 
mined in the following manner in the embodiment. FIG. 
s 4 shows the relation between the number of compo- 
nents 15 or mounting points P and a period required for 
calculation per mounting point P in the calculation 
wherein the method of probabilistic optimization is em- 
ployed for obtaining a mounting sequence of the com- 
10 ponents which renders the performance function mini- 
mum. As obvious from FIG. 4, the calculation period per 
mounting point P does not almost change until the 
number of mounting points P reaches 25 but rapidly in- 
creases when the number of mounting points P exceeds 
15 25. For example, when the number of mounting points 
P is 100, the calculation period per mounting point P re- 
quires 1 .15 seconds according to FIG. 4. The calculation 
period in total becomes 115 seconds (=1.15X100). On 
the other hand, when the mounting area is divided into 
20 four blocks B each of which contains 25 mounting points 
P, the calculation period per mounting point P requires 
0.1 seconds and the total calculation period becomes 
1 0 seconds (=0. 1 X25X4). Furthermore, the determina- 
tion of the sequence of the blocks takes a long period, 
25 as will be described later, when the mounting area is 
divided into an excessively large number of blocks B. 
Consequently, the calculation may be carried out most 
efficiently when each block B contains 25 mounting 
points P. 

30 The computer 24 returns to the procedure shown in 
FIG. 1 upon completion of the processing for division of 
the mounting area into the blocks B. At step 82, the se- 
quence of the blocks is determined. This sequence is 
obtained by the use of the probabilistic optimization. In 
35 the obtainment of the sequence, the performance func- 
tion is defined so that the sum of distances between 
each block B and the subsequent one in the permutation 
of blocks B is rendered as small as possible. Referring 
to FIG. 5, distance L between one block B-, and another 
40 block B2 adjacent thereto is obtained as the shortest dis- 
tance between one of the mounting points P^ contained 
in the block B-, and one of the mounting points P2 con- 
tained in the block B2. 

The sum of distances between the adjacent blocks 
45 B obtained as described above serves as a performance 
function. A permutation rendering the performance 
function as small as possible is obtained by the proba- 
bilistic optimization, whereupon the sequence of the 
blocks is determined. Consequently, the circuit board 1 6 
50 or the X-Y table 20 can be moved as short distance as 
possible required in a period from the completion of the 
mounting work for one block B to the start of the mount- 
ing work for the subsequent block B or the distance of 
relative movement of the mounting head 14 can be ren- 
55 dered as short as possible. 

In the determination of the sequence of the blocks, 
the initial and the final blocks in the sequence may be 
determined as follows. The circuit board 16 is adapted 
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to be carried on the feed-in conveyor 21 to be set on the 
X-Y table 20 occupying a reference position fixed rela- 
tive to the base 12, as is shown in FIG. 6A. Furthermore, 
the circuit board 1 6 is adapted to be carried by the take- 
out conveyor 22 fronn the X-Y table 20 also occupying 
the reference position. The mounting point Q of the 
mounting head 1 4 is fixed relative to the X-Y table 20 
occupying the reference position. The point Q occupies 
a slightly upper left-hand position in FIGS. 6A to 6D. Ac- 
cordingly in order that the component 1 5 is mounted on 
the initial mounting point Pq on the circuit board 16 set 
on the X-Y table 20, the X-Y table 20 needs to be moved 
a distance Ls until the point Pq coincides with the mount- 
ing point Q, as is shown in FIG. 6A. Furthermore, the X- 
Y table 20 needs to be returned a distance to the ref- 
erence position after the component 15 has been 
mounted on the final mounting point P^, as is shown in 
FIGS. 6C and 6D. Accordingly the initial and the final 
mounting points Ps and P^, that is, the initial and the 
final blocks B in the mounting sequence of the compo- 
nents are previously specified so that the distances Ls 
and Lq are rendered as short as possible, whereupon 
the total distance or period of movement of the X-Y table 
20 can be shortened. 

FIG. 7 A shows a case where the circuit board 16 
contains six blocks B-, to Bq. When the mounting of the 
components is determined to be carried out in the se- 
quence of the blocks B-, , B2, B3, B4, B5, and Bq as shown 
in FIG. 7B, the distances between the mounting point Q 
and the initial and the final blocks B^ and Bq are rela- 
tively long. On the other hand, when the mounting of the 
components is determined to be carried out in the se- 
quence of the blocks B3, B2, B-, , Bq, B5, and B4 as shown 
in FIG. 70, the distances between the point Q and the 
initial and the final blocks B3 and B4 are rendered short- 
er. Thus, the mounting work can be efficiently carried 
out when the blocks B nearer to the mounting point Q 
are selected as the initial and the final blocks in the se- 
quence. 

Upon determination of the sequence of the blocks 
B, the mounting sequence of the components in each 
block B is determined at step S3. In the determination 
of the mounting sequence in each block, the permuta- 
tion of the mounting points P is determined so that a 
route connecting all the mounting points P in the block 
B provides the shortest distance. In other words, the 
length of the route obtained by connecting the mounting 
points P in series to one another serves as the perform- 
ance function. A permutation of the mounting points P 
is obtained by the probabilistic optimization so that the 
value of the performance function is rendered as small 
as possible. In the embodiment, the distances between 
the mounting points P are parameterized for the pur- 
pose of further simplification in the calculation. 

Referring to FIG. 8, a square Ei is supposed which 
is defined by straight lines which are apart from one 
mounting point P^ by distance d in the directions of X 
and Y or in the horizontal and vertical directions. When 



another mounting point P^ is present within the square 
E-i or on the lines defining the same, the distance be- 
tween the mounting points P^ and Pt, is represented as 
parameter 0, which parameter is set as 6=1. Further- 
5 more, another square E2 is supposed which is defined 
by straight lines which are apart from the point P^ by 
distance 2d. When another mounting point P^ is present 
within the square E2 and outside the square E-, , the dis- 
tance between the mounting points P^ and P^ is repre- 
10 sentedas9=2. Similarly, the distances 6 from the mount- 
ing points P^ are represented as 9=3, 4, 5, ... The per- 
formance function is obtained on the basis of the dis- 
tances represented by the parameter 6. The permuta- 
tion of the mounting points P is obtained by the proba- 
15 bilistic optimization so that the performance function is 
rendered as small as possible, whereby the mounting 
sequence of the components to be mounted on the 
mounting points P is obtained. 

FIG. 9A shows the case where a permutation is ob- 
20 tained with respect to four mounting points P-, to P4 so 
that the performance function is rendered as small as 
possible. Since the performance functions become 3 in 
both of the routes according to the mounting sequences 
shown in FIGS. 9B and 90, both routes are shortest. 
25 Accordingly, each route is an optimum sequence. Thus, 
since the distance between the mounting points is pa- 
rameterized, numeric values to be processed are sim- 
plified. Oonsequently, the mounting sequence minimiz- 
ing the value of the performance function can be readily 
30 obtained, and accordingly, the mounting sequence can 
be determined in a shorter period of time. The above- 
described determination of the mounting sequence is 
made regarding all the blocks B, so that the mounting 
sequence of all the components is determined with re- 
35 spect to the mounting points P on the circuit board 1 6. 
According to the above-described embodiment, the 
mounting sequence of the components providing a suf- 
ficiently short mounting period of time can be deter- 
mined in a shorter period of time. The prior art method 
40 requires about 30 minutes to calculate the mounting se- 
quence when the circuit board contains 300 mounting 
points. In the method of the above-described embodi- 
ment, however, only a little less than one minute is re- 
quired for calculation when the circuit board contains 
45 600 mounting points. 

In the foregoing embodiment, the mounting area of 
the circuit board is divided into the sub-areas, and there- 
after, some sub-areas are merged with one sub-area so 
that each block is formed. Alternatively, the mounting 
50 area of the circuit board may be simply divided into sev- 
eral equal areas, or the mounting area may be divided 
into several areas from one end of the circuit board in 
the direction of the opposite end thereof so that each 
divided area contains a predetermined number of 
55 mounting points. Furthermore, the sequence of the 
blocks may be determined without parameterization of 
distances. Additionally, both of the initial and the final 
mounting points onto which the components are to be 
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mounted may be determined beforehand, and then, the 
mounting sequence for the other mounting points may 
be determined. 



Claims 

1. An apparatus for sequentially mounting a number 
of components which comprises a mounting head 

(14) movable relative to an object (16) having ther- 
eon a plurality of mounting points (P) and control 
means (23) for controlling the mounting head (14) 
so that the same repeatedly carries the component 

(15) to the mounting point (P) to mount the compo- 
nent (15) thereon, characterized in that the control 
means (23) comprises first means (24) for control- 
ling the relative movement of the mounting head 
(14) so that the components (15) are sequentially 
mounted on the mounting points (P) of each of a 
plurality of blocks (B) from one block to another, 
which blocks being obtained by dividing an area of 
the object (16) having the plurality of mounting 
points (P) thereon, and second means (24) for con- 
trolling the mounting head (14) so that the compo- 
nents (16) are mounted on the mounting points (P) 
in a predetermined sequence of the blocks (B) 
which is determined so that the sum of distances of 
the relative movement of the mounting head (14) 
between each block (B) and one of the blocks (B) 
adjacent thereto is rendered minimum. 



5. A method of sequentially mounting a number of 
components wherein a mounting head (14) is pro- 
vided to be moved relative to an object (1 6) having 
thereon a plurality of mounting points (P), the 

5 mounting head (14) repeatedly carrying the compo- 
nent (15) to the mounting point (P) to mount the 
component (15) thereon, characterized by the step 
of controlling the relative movement of the mounting 
head (1 4) so that the components (1 5) are sequen- 
ce tially mounted on the mounting points (P) of each 
of a plurality of blocks (B) from one block to another, 
which blocks (B) being obtained by dividing an area 
(A) of the object (16) having the plurality of mounting 
points (P) thereon, wherein the mounting head (1 4) 
15 is controlled so that the components (15) are 
mounted on the mounting points (P) in a predeter- 
mined sequence of the blocks (B) which is deter- 
mined so that the sum of distances of the relative 
movement of the mounting head (1 4) between each 
20 block (B) and one of the blocks (B) adjacent thereto 
is rendered minimum. 

6. A method according to claim 5, characterized in that 
the blocks (B) include one or more blocks each of 

25 which is formed by dividing the area (A) of the object 
(16) containing the mounting points (P) into sub-ar- 
eas (C) and thereafter merging one or more adja- 
cent sub-areas (C) with one sub-area (C) depend- 
ing upon the number of mounting points (P) con- 
30 tained in each sub-area (C). 
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30 



2. An apparatus according to claim 1 , characterized in 
that the blocks (B) include one or more blocks each 
of which is formed by dividing the area (A) of the 
object (16) containing the mounting points (P) into 35 
sub-areas (C) and thereafter merging one or more 
adjacent sub-areas (C) with one sub-area (C) de- 
pending upon the number of mounting points (P) 
contained in each sub-area (C). 

40 

3. An apparatus according to claim 1 , characterized in 
that the number of mounting points (P) contained in 
each block (B) is previously determined in view of 
a calculation period of time required for determina- 
tion of a mounting sequence of the components (15) 45 
on the mounting points (P) in each block (B). 

4. An apparatus according to any one of claims 1 to 3, 
characterized in that a or the mounting sequence of 

the components (15) on the mounting points (P) in 50 
each block is obtained in turn by parameterizing a 
distance between each mounting point (P) and a 
mounting point (P) adjacent thereto, by employing 
the sum of the parameters as a performance func- 
tion, and by determining the mounting sequence by 55 
a probabilistic optimization method so that the value 
of the performance function is rendered as small as 
possible. 



7. A method according to claim 5, characterized in that 
the number of mounting points (P) contained in 
each block (B) is previously determined in view of 
a calculation period of time required for determina- 
tion of a mounting sequence of the components (1 5) 
on the mounting points (P) in each block (B). 

8. A method according to any one of claims 5 to 7, 
characterized in that a or the mounting sequence of 
the components (15) on the mounting points (P) in 
each block is obtained in turn by parameterizing a 
distance between each mounting point (P) and a 
mounting point (P) adjacent thereto, by employing 
the sum of the parameters as a performance func- 
tion, and by determining the mounting sequence by 
a probabilistic optimization method so that the value 
of the performance function is rendered as small as 
possible. 
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